/\ A Aero Design Ltd. 
f 
9888 A Malaspina Rd., Powell River, BC ^ 
' 
V8A 0G3, 604-483-AERO (2376) 


Quantity: 
1 


PN: 
76423 


Aircraft: 
Eurocopter 
Model: 


Description: 
Large Mount Hoop 


Supplier: 
Aero Design 


Color: 
N/A 
WO#: 
2014-19 
PO# N/A 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


S.Fomi Tracking No. 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Gontract/Invoice 
WO 
2014-19 


6. Item 
7. Description 


Long Cargo Basket 


8. Part Numtier 


78410-01 


9. Qty. 


1 


10. Serial/Batch No. 


78401-49 


11. StatusA/Vork 


New 


12. Remarks 


Modified with walkway on lid and front end cutout on LH side lAW DCL704, Black 


13a. Certifies ttiat the items identified above were manufactured in 
conformity to; 
CAR 571.10 Maintenance Release 


□ Other reguiàîiOrrsoecified in block 1 
^ 
Approved design data and are in condition for safe opération 


□ 
Non approved design data specified in block 12. 
Certifies ttiat unless oUjerwisespecified in bloanartttewrk identified m 
block 11 anjLdestffîEéd in block 12, has been performedlrTcomoliance with 
adian Aviation Régulations. 


13c. Approved Organization Number 


AMF 73-04 


oved Organizatio 


13a Name 
13e. Date (dd/mmm/yyyy) 
14 Mar 2014 


e (dd/mmm/yyyy) 
Jeff Clarke - AD02 


Installer Responsibilities 
This certificate does not constitute authority to install. 
Instatlers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


1. Approving Civil Aviation Authority/Country 


i 
Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fomi Tracking No. 


4. Organizat 


AEROD 


on Name and Address 


esign Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 


WO2014-19 


6. Item 
7. Description 


Long Cargo Basket 


8. Part Numt)er 


78410-01 


9. Qty. 


1 


10. Serlal/Batch No. 


78401-50 


11. Status/Work 


New 


12. Remarks 


Modified with walkway on lid lAW DCL704: Black 


13a. Certifies that the Items identified above were manufactured In 
conformlty to: 
H 
Approved design data and are In condition for safe opération. 


□ 
Non approved design data specified In block 12. 


"~î4ar-£IL.C^ 571.10 Maintenance Release 
^^ 
□ Other reJjîàîiOn-speQfi^ln blockjt2^ 


Certifies that unle^^oWjerwts^'spe^fled lnbîoclri-2rttiework Identified In 
blocklland-descfiBed In block 12, has been perfonTiedlfrcomplianœ wIth 
Jbs-€a7Tad/an Aviation Reaulations. 
— 
13b. Signature 
13c. Approved Organizatlon Number 


AMF 73-04 


^l^ttjr-Sigoati^e 
^ 
^T4cr-Apptoyed OrganlzatiorLNumtJëT' 


13<{./Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
10 Apr2014 
~T4th-Natne 
^— 
~T^te:-Oatgj^/mmm/yyyy)_____—-— 


installer Responsibilities 
This certlficate does not constitute authorlty to Install. 
Installera working in accordance wIth the national régulations of a country other than that specified in block 1 must ensure that their requiations recoonlze 
certifications from the country specified. 
^ 
Statements in blocks 13a or 14a do not constitute Installation certification. In ail cases, the technical record for the alrcrafl must contain an Installation 
certification Issued In accordance wIth the applicable national régulations t)efore the aircraft may be flown. 
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CARGO BASKET HOOP FABRICATION - 76423 


General 


These instructions apply to cargo basket attachment hoop 76423-01 (médium AS350 basket) and 76423-07 
(long AS350 basket). Refer to the following drawings, at the current revision, for dimensions and détails: 


r...M 


76423, Revision 2-Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


Notes 
1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct. 


> 
2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: 


Date Open: 
[9 
^0 14 


Complété 


(initial or SCA #) 


Vi Hoop Fabrication - 
Yt" hoop 


a. Cut Yi" X 0.035 material to 22.0", square ends. 


Record material PO on attached material list. 
De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
Remove writing on tubes with acetone and scotch bright. 
On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: l^mm 


b. 


c. 


d. 


e. 


f. 


g- 
h. 


J- 


Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


Slide shim ail the way forward on bender to secure tube in die 


Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


Check for: 


i. hoop height: 17 1/8" (Outside to outside) 


ii. adjust upper stop for height if required 


2. 34 Hoop Machining - 
Yi" hoop - Handie Provisions (84262-01) 


a. Start with Yi" half hoop from step 1. 
b. Setup manual milling machine with spécifie hoop vise Jaw. Set XY G on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, S/16" (0.313) holes using S/16" (#4) centre drill through both sides in accordance 
with drawing. Run at SOO RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 
, 


i. locate 0.23" from edge (within tolérance specified on drawing). 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
Tag in process hoop(s) and place into stock. 
e. 


' 
' 
! Page 1 of 3 
12 December 2013 


littùiladiù 


CARGO BASKET HOOP FABRICATION - 76423 


3. 


Complété 


(initial or SCA #) 
M&lc 


b. 


c. 


d. 


ë. 
'M 


f. 


/4 Hoop Fabrication -1" hoop çe{ 
a. Cut 1" X 0.065 material to>j26T0", one end square, one end @ 
16 degrees. 


Record material PO on attached material list. 
De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
Remove writing on tubes with acetone and scotch bright. 
On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" (^0^^ 


ii. Lower bend stop:??./j?'3|^ 
Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


Slide shim ail the way forward on bender to secure tube in die 
Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 
Using hoop jig, mark'for 60 degree cut on bottom end. Cut to length. 


De-burr cut end using a sanding dise on a die-grinder or dise sander. 


g- 
h. 


J- 


k. 


I. 


hoop 
Hoop MachiniiJi 


a. Start with l" Vi hoop as stock. 
Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
b. 


c. 


d. 


e. 


f. 


g- 
h. 


bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.893" and set X 0. Shift Y -0.5". Set stop against end of tube. 


Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 
Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
Set tube in vise with 60 degree end on right. 
Using Vî' coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 
Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
Tag in process hoop(s) and place into stock. 


5. Joint Préparation 
a. Set 1" hoop in hoop jig. Insert 34" hoop into 1" hoop, against side stop of jig. Mark slot location 


in 1" hpop onto 34" hoop. Trim 34" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


6. Welding-Lugs , 
a. Insert two 76423-05 lugs (médium basket) or 76423-06 lugs (long basket) into holes in 1" hoop. 
Seat flush with inboard face of tube using a C-clamp or vise. Attach 11" spacing jig with 3/8-24 
bolts to lugs. 
% 
TIG weld ail around both sides of lugs. 2 places. 
Record lug and welding rod PO/WO on attached material list. 


b. 


c. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initial orSCA #) 
7. Welding-Handie Bushings-84262-01 


a. Insert 84271-01 bushings into Vi" hoop prepared in step 2. above. 


b. TI6 weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 


8. Welding-Hoop Assembly 
/fO 
a. Insert 1" hoop from step 6 and K" hoop from step 7 into hoop jig. Seat 34" hoop into slot in 1" 
hoop. 


b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around 34" hoop in slot. 
d. Cap 34" - 
1" tube joint with 76423-04 cap. TIG weld around cap. 


e. Record cap and welding rod PO/WO on attached material list. 


9. Finishing and Inspection 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 
d. Tag complété and inspected hoop(s) and place into stock. 


Page 3 of 3 
12 December 2013 


J5.% 
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Work Order: 


II 
Date Opened:!'^'' 
2o|^ 


Ass'y Step 


Step 1 


Step 1 


Step 2 


Step 3 


Step 4 


Step 5 


Step 6 


Step 7 


Step 8 


Step 9 


Qty 


A/R 


Détail 
Drawing 
Part Number 


, 
Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Hoops 


Description 
Material 


1 of 1 


PO/WO 


84262 


76421-01 
Hoop - standard 
4130 Steel, Va" x 0.035 Sqr. Tube 


€ 


76423-07 
Hoop - attachment 


1/2 Hoop Fabrication -1/2" hoop 


1/2" Tube - hoop 
4130 Steel, V/' x 0.035 Sqr. Tube 
iti-n 


Machining 
None 


1/2 Hoop Fabrication -1" hoop 


il" tube - hoop 
4130 Steel, 1" X 0.065 Sqr. Tube 


Machining 
None 


Joint Préparation 
None 


Welding 


76423-06 
Stud 
1018 Mild Steel, 5/8" Dia. 


84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 


76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 


/ 
V 


Welding Rod 
ER70S-2 
c{dn/n\t.i 


Finishing and Inspection 
None 


' 
wo 
CARGO BASKET BODY FABRICATION - COMMON 


General 
J 


These instructions appiy to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3 - 
Standard Low Mounted Basket 
94511, Revision 0- 
Extra-Wide Low Mounted Basket 
94611, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0- High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 


77611, Revision 1 - 
Short Basket 
76411, Revision 3 - Médium Basket (left or right) 
-^78411, Revision 2 - Long Basket 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0 - 
Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0 - 
Short Basket 
80311, Revision 0-Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 > 


Bell 429 - 
right or left 
V 
95911, Revision 0-Standard Basket 
O 


Bell Médium - 
left or right 
. 
.. 


75111, Revision 0-Standard Basket 
95511, Revision 0 - 
Extra Large (ski) Basket 
Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5-Auxiliary Latch 
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BASKET BODY FABRICATION - COMMON 
Complété 
ê-. 
r\ 
I 
ir- 
(initial or SCA#) 
WorkOrder: 


Date Open: 
/? 
"^2— 


.. -C ; 
1. Rim Assembly - 
Basket Body 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in shorttube-referto drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 


e. 94611 (206L/407XL ski) only - 
drill for 4 threaded bushings before assembling rim. 


2. Weld Rim Assembly. 
Ah-P^Â0~O^ 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407XL ski) only - 
weld 4 threaded bushings into inboard rim tube. 


3. Inspection 


a. Rim for complété welds 


Frame assembly - 
body 


a. General 


0' -' . 
i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 
b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 
d. Assemble hoops with attachment lug locating jig and hoop spacing Jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
^ ^ 
May be on attachment hoops. 
^ 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 
iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jjigs 
approximately 2" off table to allow room to weld around hoops. 
^ y 
V. Attach bottom (spine) jig to ail hoops using 1" C-clamps alongthe centre line ofthe 
% 
.|i 


basket. Ensure jig is straight prior to tightening ail clamps. 
e. Cut yi" X 0.035 material to fit spine jig. 


f. Cut Yi" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut >2" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 


Page 2 of 6 
30 November 2013 


CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


j. Record hoop WOs and materia! POs on attached materiai list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 
1. inboard side of hoops (attachment side) aligns to QUTSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 
1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 
/4/) 
a. Ensure lug locating jig and hoop locating Jigs are in place. Jigs must remain in place for as long 
as practical during welding. 
b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded tothe rim. Jig(s) must be in place priorto welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 


d. Record welding rod PO on attached materiai list. 


6. Inspection 
.m<û 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


a. Pull sheet of expanded mesh from stock. Record materiai PO on attached materiai list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only- 


1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 
2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 


3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 
rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require >2 to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible, 


ili. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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/ARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
S'C? ' 
8. Weld mesh to frame assembly per drawing. 
/ID'OS- 


a. Ensure lug locating jig is in place prier to welding. 
b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 
c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 
e. 90611 (R44) on/y —weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 
a. TIG weld lid prop bushing(s), one or two per drawing. 
Ad-OS 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 
^ 
4 
b. TIG weld caps to close top ofl" hoops as applicable. 
c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 
d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


10. Clean up 
A/^ÔC 
/jfpç. 


a. Grind high spots off mesh welds. 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 
d. Remove surface rust with scotch-brite pad. 


11. Final Inspection 
dt-dL 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA#) 
e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 
a. Parts are to be powder coated 
in a^ordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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Work Order: 
/*7 


Date Opened: 19 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


1 0f2. 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


78411-01 
Basket Assembly 


Step 1 
Rim Assembly 


.2 
— 
3/4" Tube - Long Rim (93.25") 
4130 Steel. V*" x 0.035 Sqr. Tube 
.2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steel, y/ x 0.035 Sqr. Tube 
) 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
/l/2.'2- 
/) /^2- 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 


.4 
76421-01 
Hoop - standard 
4130 Steel, Vi' x 0.035 Sqr. Tube ' 
iV) 


. 2 
76423-01 
Attachment hoop (aft) 


. 5 
~ 
1/2" Tube - spine 
4130 Steel, Vï" X 0.035 Sqr. Tube l^jOO^ ' 


Step 4.g. 
70406 
70406-01 
Option: Front End Cutout 


! 
'■ 


70406-03 
1/2" Tube 
4130 Steel, y/ x 0.035 Sqr. Tube 


70406-04 
1/2" Tube 
4130 Steel, y x 0.035 Sqr. Tube 


Step 5 
Weld Frame Assembly 


.A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
Il 1-2.2. 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 48" x 92.25") 
3/4-16F Expanded Mild Steel sheet 
(7675 . 


. 2 
— 
Mesh (End -22" X 17") 
3/4-16F Expanded Mild Steel sheet 
f 


Step 8 
Weld Mesh 


.A/R 
- 
Welding Rod 
ER70S-6 MIG Wire 
IhOO^ 


Work Order:_^^_î^^^2lZî 


Date Opened: 
^CÀ ^ 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 9 
Weld Basket Components 


Step 9.a. 
.2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, Yi" Dia. 
"^0/3 'SS' 
-sr<r 


.AIR 
~ 
Welding Rod 
ER308L TIG Rod 


Step 9.b. 
.2 
Cap 
1018 Mild Steel, 0.032" Sheet 
<^OiO 
<^010 


.AIR 
~ 
Welding Rod 
ER70S-2 TIG Rod 
/ 
'yociT' 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


\ 


r-■ 
CARGO BASKET LID FABRICATION - COMMON 
U® 
l4 - f Ç 
Lot^^ (O 
General 


■ 'h' 
i 
w- 
ï,V^' 


These instructions apply to al! cargo basket lid assemblies. Refer to the following drawings, at the current 
revision, for dimensions and détails; 
f 
Bell 206L/407 - Right side only 
69812, Revision 3 - Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0- Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - High Mounted Ski Basket 


Eurocopter AS350/AS355 - left or right 
77612, Revision 1 - Short Basket 
69812, Revision 3 - Médium Basket (left and right) 
78412, Revision 2 - Long Basket 
94012, Revision G - Extra Large (ski) Basket 


Robinson R44 - left or right 
90612, Revision 0 - Standard Basket (left or right) 


Bell 206B - right side only 
80212, Revision 0 - Short Basket 
80312, Revision 0- Médium Basket 
81112, Revision 0 - Long Basket 


Bell 429 - right or left 4 
95912, Revision 0-Standard Basket 


Bell Médium -4gft or right 
75112, Revisiô^i 0 Standard Basket 
95512, Revision 0- Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 
70405, Revision 3- Walkway 
70402, Revision 1 - Lid Door 
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30 November 2013 


CARGO BASKET LID FABRICATION 


Work Order: 


Date Open: 
K 


Complété 


(initial or SCA#) 


1. Rim Assembly - 
Basket Lid 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 


2. Weld Rim Assembly 


a. Record welding rod PO on attached material list. 


leteja^elds 


àkof 


fJiL i^L 


Frame assembly - 
Lid 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit %" x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to jig. 


Frame assembly - 
Lid with optional walkway modification 


a. Fit cross members to rim in accordance with step 4. 
b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut /4" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 


d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 


Weld frame assembly. 


a. Record welding rod PO on attached material list. 


b. Jigs must remain in place for as long as practical during welding. 


Inspection 


a. Frame assembly for complété welds. 


-Aîrcr^- 


7^l 
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CARGO BASKET LID FABRICATION 
Complété 


(initia! orSCA#) 
8. Mesh assembiy. 
Note: 95912 (Bell 429) does net have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 
d. Ensure lid is prepared for mesh on the correct side. 


9. Weld mesh to frame assembiy per drawing. 
6k2£ 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


il. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. %" 
for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 


e. Record welding rod PO on attached material list. 


10. Weld lid components. 
PjO'O^ 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: 
outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 


11. Clean up 
a. Grind high spots off mesh welds. 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 
d. Drill #9 through lid prop bushing(s). De-burr hole(s). 
e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


12. Final Inspection 
•. 
To be completed by a différent person than the previous steps. 


a. Basket lid assembiy for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 
c. Overall condition and conformity to drawing(s). 


Page 3 of 4 
30 November 2013 


CARGO BASKET LID FABRICATION 
Complété 


(initiai or SCA #) 
13. Powder Coating 
^(l 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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a 


Work Order: 


Date Qpened: f- 
Y 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


78412-01 
Lid Assembly 


Step 1 
Rim Assembly 
p 1 


r 


Step 2 


. 2 
3/4" Tube - Long Rim (93.25") 
4130 Steel, Va" x 0.035 Sqr. Tube 
UXVi 


. 2 
3/4" Tube - Short Rim (22.5") 
4130 Steel, Va" x 0.035 Sqr. Tube 
njcc, 


Weld Rim Assembly 


Step 3 


. A/R 
Welding Rod 
ER70S-2 TIG Rod 
IIIZ.'Z. 
///2-2- 


Inspection - Rim 
None 


Step 4 
Frame Assembly 


Step 5 


. 4 
3/4" Tube - Cross Member (21") 
4130 Steel, 
x 0.035 Sqr. Tube 
ntt-i 


70405 
Option: Frame Assembly - with walkway 


Step 6 


. 8 
1/2" Tube - walkway 
4130 Steel, Yi" x 0.035 Sqr. Tube 
i 


Weld Frame Assembly 


1 


Step 7 


. A/R 
Welding Rod 
ER70S-2 TIG Rod 
III 2.2. 
» IC2.:2. 


Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


Step 9 


. 1 
Mesh (lid - 92.5" X 22") 
3/4-16F Expanded Mild Steel sheet 
' lf)\7. Ho 


Weld Mesh 


.A/R 
Welding Rod 
ER70S-6 MIG Wire 


Work Order: 2^^ H ~l ^ 


Date Qpened:!^ 
1^^ 


n 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


2of2 


Assy^Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 


. .4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


.AIR 
~ 
Welding Rod 
ER308L TIG Rod 
lidOO^ 


. 2 
49216-01 
Spacer (Lid prop) 
304 Stainless, 72" Dia. 
ZOM 
-O^i 


. AIR 
~ 
Welding Rod 
ER308L TIG Rod 
HOû<S' 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 


. AIR 
~ 
Welding Rod 
ER70S-2 TIG Rod 
III2.Z. 
III2.-2. 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 


CSND, « 
OMUICB H mr umt». M» uscB r 
mjtfoa. w 
iCTpn «wn lo mod «ne et 


I KKv. 
MT « «msûaôT 
s tr tarwe nts diumho roi 
« naiM»twi omtma itcwat 


OFSCRIPTIOW OF ÇHANGC 


(12.63) 


R4.00 


RCMOVE ALL B 
3 ANO eR£AK SHARP EDGES. 


2. HOOP P/N 50610-01 IS JSO» AS A DIRECT REPUCEMENT fOR HOOP P/N 75421-01, 
OVERALL HOGn IS REDUCEO BY 1.38 IN. THERE ARE NO OÎHER CHANCES. 
HOW P/N 50510-01 IS USED ON BASKET S/N 76401-C1. 76401-02. 78401-01. 77601-01. 77602-01 OMtï- 


(01 
HOOP 


76421-01 01 HOOP 
lO.S X 0.035 SQB TUBE 


UATERIAL SPEC 


UST OE MATERIALS 


e. suRcom 


UNUSS OTHCRWSC SPECtflEO 
DIUENSONS ARE M INCHES. 
TOLCRAKCES ON: 
OEOUALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 


CONSULTINO CN0INEER9. TRANSPORT CANADA APPROVALS. DAR S90U 
8013 - 30TH AVENUE H C.. CALCART. ALBERTA. CANADA. T8E 6R7 
UL (40S) HO-tOn 
t«x (4M) MO »aa 
T».»Tffc»«Éiri.a4 


EUROCOPTER AS350 Se AS355 SERIES 
QUICK RELEASE CARGO BASKET 
HOOP 


1 sot 
o«a NO. 
Al 
76421 


Ui HiW iàiTtU 
M HU itw IPM 
ctRD. a> onjMD M m 
wm». namtf» nmnenim nNur ne wm 
«FHMX. H «Mm uns n MOU «M> flfw 
L«. wma 
mi k 
ul « 
MUAIS [ DATÉ 
KSOnPTNM OF CHANGE 
MUAI. ISSUE 


£iAi!àë^&6ffiSF*SSj?fl^ 


-, ,STUO 
3«A78423-01 ASS'Y) 


\STUD 
A78423-07 ASS^ 


SCTDI C-C 
SQUlil 


#0.62 
12.63) 


1 
TUBE 
TAP ORia 0 (0.332) 
TAP 3/8-24 UNF-2A 
0.75 DEEP 
Ë 


1/2 TUBE 
r TUBE 


•0.625 


TAP ORia 0 
(0.332) 
TAP 3/8-24 UNF-2A 
0.75 OEEP 


STUD 


— 
1.00 — 


NOTES 


REMOVE AU. BUItRS ANO 8REAK SHARP EDGES. 


2. OniL 3/32 VfNT HOUE IN HOOP FOR VENIMG OF WELO CASES. 
1/2" TUBE 
\ 


WCLOING OF 4130 STEEL TO BE COMPLETED BY CTAW METHOO TO AUS2MSa 
AELOING ROC SHAU. CONFORU TO AUS CR70S-2 OR EOUVALENT 
A 
MU. SLOT WTO ITEM 1* TUBE AS &40WN. CONTOR ZHO OF 1/2" TUBE 
*T0 UINMZE GAP BETVICEN 1" TUBE ANO ITEM 1/2" TUBE. 


AaI^JUST SLOT OF CAP (78423-04) TO RT AS REQUIREO 
r TUBE 


MU) STEa 
KLM ROO 
>0.M ROO 
MU) riEL SHgT 
ftoaa »€ET 
Z612i=23 
ruBE 1/aN 
lUBC UN 
4130 STEEL CORO. H 
UIL-T-S73e 
4130 SIED. CMTn 
HR.-T-«73e 
0085 SOR TUBE 
1TTACHMENT HOn» 
USED ON 78411) 
76423-07 
LTTACHMENT HOOP ASSEMBLY 


UST OF MATERIALS 
AERO DESIGN LTD 


CONSOLTOtO ENOMBSS. nURSPORT CANADA APPBOYAIB. DAB 880M 
2013 - 30TK ATDIUE N.C.. CALOARY. ALBRTA CANADA. T2S 6R7 


lib (401) 
lATTACHMENT HOOP ASSEMBLY 
— 
SCALE 1 : I 


^JATTACHMENT HOOP ASSEMBLY (USED ON 78411) 


(REF) 23 
AS350 6c AS355 SERIES 
QUICK RELEASE CARGO BASKET 
AHACHMENT HOOP ASSEMBLY 


UNLESS OTHERWSE SPEOFICD 
ORACNSIONS ARE N MCHES. 
TOLERANCES ON 
OECMALS 
ANGLES 
anu ±0.010 
±1/2 
K.XX 
±0.03 
±0.1 
ALL FEATimeS SMLAR TO 78423-01 EKCEPT STUDS. SEL SECTION C-C 


SCALE 1 : 1 
76423 
SHEET 1 OF 1 


hUtài 
UU W. 
li MàWI<iK » 
UUi IB U 
» m WU> UNV. mV >41U HWjuéU 
<r twMR. WBiaamnmrtenmt bmcut tncarmccmoit of iockm m av«aras mmi 
—B 
ip Mao «a KM 
iw, HMMtw wtti i>c Ut « MME, g Ml BMwe 0» *c OTiwwi tanma 
REV 
DeSCRPTKM ûf CHANGE 
IMTIALS 
DATE 


miTIAL ISSUE 
CMANGED HANCLE CONFIGURATION. REMOVCO ALTEfWATE BA9(ET 
ex 
37 JAN 10 


DRtl f» (aiW) 
riPiCAL 8* PITCH 


@ 
CARGO BASKET ASSEMBLY 


CHJIO^ELEASC BASKETS- 


MAXIMUM PERMISSIBLE LOAD 
250 LBS/113 KG 
AERO OESION LTD. 
4- 


C-C0UN1ERSUM( 
C>-MPl£ 
CWiT>| CF SHEET3 
K 
oartEO 
DETAIL G 


40068-14 nTT»«; 
âN960-«l8 WASHERS 
CN 1* AnACHUENT MOOP 


DETAIL A 


MOTC 


1. Aa DMENSONS SHOW ARE FOR REFERENCE ONLY. DMENSfONS CF CÛMPONENTS 


ANC COUPUTE ASSEXaLY ARE OCTCRUMEO t4 PRCIAOUS STEPS. 


A^ 
ANM0-6ie 
WASHER 
4 
40088-14 
FTTTWC 
ANCRA 
6 
CR3S2S-S-02 
OCRRY Rll^r 
A^ 
CR3213-8-02 
CHERRY RI^T 
4 
CR3213-4-02 
CHERRY RI1CT 
S 
48208-14 08 aUHPER 
ARGUS MDUSTRCS 


1 
78427-01 
CR PLACARD 


1 
84386-01 07 HANOLE 8AR MSTALLATION 
A^ 
US2Û00tP4 08 PIANO HMGC 
82 LONO 


1 
38200-01 98 BRACE ASSEMeLY 


1 
78412-01 04 UO ASSEHSLr 


1 
78411-01 03 BASKET 800Y ASSCMa.Y 
02 
S 
78410-01 
01 
CARGO BASKET ASS£Hft.Y 


01 
PART NO. 
ITEb 
OESCRPTION 
UATEMAL 
UATERIAL SPEC 
STOCK SIZE 


OTY 
UST or MATERIALS 


BA9C CODE 
DAS" **0- 
HAICTER 
REF. MAS SU 
M"*'FO. «EAD FCAR SOE 
F-Iffll. HEAD FAR 90C 


0Aa4 NO FOR ICNCIH 
E. aURGON 


BUMPER INSTALLATION 
SCAlf « : 1 


BASK CODES: 
, ^ 
6J-US20470AD S 
(j «STAU W» I6VET 
9e-MS20428A0 
1 ,-tN 
ARM-CH3213 
"f ^ 
fOKNiAffOa RI«T 
ATU-œJMJ 
.1. I 


UNLESS OTHCRMSE SPEOPCD 
DIMENSIONS ARE W MCMES. 
TOLERANCES CM; 
OeOMALS 
ANOES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


COfSUL'nNG IKODIEaiS. TRANSPORT CANADA APPB0VAL8, DAR 8B0M 
80tS - S9TH ATENUE NX . CALCARY. AlXBtTA. CANADA. TRI 8R7 
Mfc («a») 
Kg («ot; wo-wt» 
www. 
'j- 


EUROCOPTER AS350 êt AS355 SERIES 
QUtCK RELEASE SKI BASKET 
BASKET ASSEMBLY 


IICV. 
tw ss 
Al 
78410 


R£V 
DCSO^PTION or CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE 
RR 
23 JAN 08 


1 
CHANCED ATTACH HOOR FROU 7B423-01 TO 7B423-07 
RR 
05 UAR OB 
2 
CHANGED HANOIE BRACKET, REUOVED ALTERNATE BASIXT 
BJC 
28 JAN 10 


«CLO E^Y MIERSECTION 
(TYPICAL) 


A@>-<D 
«m AU. NltRSECTMN ON 


HiBisecTKMs oom 
:CONO MTCKCCTKN ATrO) 
HOOPS 


ETAIL B 


17.S6 


37.50 


56.250 - CENTRE TO CENTRE ON LUGS 


DETAIL A 


@ 
BASKET BODY ASSEMBLY 


NOTtS: 


1. RCMOVE AU. BUftRS AND SRCAK SHANP EOCCS 


2. PRIOR TO VELDMC. DRU. 3/32 VENT HOL£$ M ASSEUBLY FOR VENTW6 OF «EU) CASES. 
NKEN ASSEMBLY IS COUPLETS, FlU ALL VENT HOLCS WTH ftOSCTTE NELO. 


3. WELDINC OF 4130 STSa TO SE COUPLCTEO BY CTAW ICTHOO TO AUS 2685C. 


IMELDINC ROD SHAa CONFORM TO ER70S-2 OR EQUIVALENT. 
^(NSTAU. ITEM B (HANDLE 8RACKET ASSCMQLlO M ACCORDANCC «MTH ACRO DESKM LTD. ORAWNO 6 
TYP 2 PLACES. 


S. THOROUGHLY CLEAN ANC POHDER COAT BASKET SUB-ASSEMBUES PRIOR TO ASSEMBLY. 


A^ 
3/4 - 16F 08 
UCSH 
STEEL 
STEEL 
B4262 OA 
KANOLE BRACKET ASSOtBLY 
2 
46215-01 07 SPACER 
76421-01 06 
HOOP 
76423-07 05 
AHAOIUENT HOOP 
A^ 
04 
SQUARE TUBE 
4T30 STEEL OOM). N 
ML-T-673e 
1/2 X a032 SQR TUBE 
A^ 
03 SQUARE TUBE 
4130 STEEL CONO. N 
UIL-T-6736 
S/4 X 0.032 SÛR TUBE 
02 
S 
78411-01 
01 
BAS<ET BOOY ASSEMBLY 


01 
PART NO. 
ITEM 
DESCRIPTION 
UATERIM./4<0TE 
UATERIAL SPEC 
STOCK SIZE 


OTY 
UST OF MATERIALS 


E. SURCOIN 


UNLESS OTNERTHSE SPECmEO 
DMENSKMS ARE M NCHES. 
TOLERANCES ON: 
OeOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
XXX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 
CONBUUnNO KN0INEB3. TIUR8P08T CANAIU APPBOVALB. DAft fl 
BOIS - sont AVENUE K.E.. CALCARY. ALBCRTA CANADA. T2B C 


EUROCOPTER AS350 k AS355 SERIES 
QUICK RELEASE CARGO BASKET 
BASKET 0OOY ASSEMBLY 


s>«rr 1 of 1 
Al 
78411 


< 
traiMioM cawjwo ih 


DESCRIPTIQW ty CHANGE 


DETAIL C 


SCALC 1 : 
1 


04) 
SEE KTML a 


MWUOK ONE SK OHLY 
■ EU) SPACn M PL ' 
ORIL #» (0.19e*} 
ATTER lOOINO 
eOTM ENDS 


DETAIL A 
Jl 


DETAIL A 
i. 
& 
T 
T 
@ BASKET UD ASSEMBLY 


DETAIL B 
DETAIL B 


NOTES: 
f. REUOVC AU. BumS AND BREAK 9HARP EOCES 


2. VCLOINC OF 4130 STEEL 70 BE COUPLETTO BY OTAW UETHOO 70 AUS «BSC. 


WELOmC ROO SHAU CONFORM TO ER70S-2 OR EOUIVAlCNT. 
^INSTALL ITEM S (HANOLE BRACKET ASSEMBLI) M ACCOROANCE MTH AERO OESGN LTD. ORANMO 36262 


TYP 2 PLAŒS. 
4. WHEN ASSEMBLY IS COMPLETE. FU. ALL VENT HOLES WTN ROSETTE HCLO- 


5. THOROUOHLY OLEAN AND PONCER COAT BASKET SUB-ASSEMBUES PRIOR TO ASSEMBLY. 


A/R 
3/A-i6r 
07 
ICSH 


1 
36204-10 
06 
PLACARD BRACKET 


1 
64262> 01 
OS 
UPPCR HANOLE BRACKET ASST 
2 
40216-01 
04 
SPACER 
A/R 
03 
SQUARE TUBE 
4130 STEEL CONO N. 
MIL-T-6736 
3/4 X 0033 SOR TUBE 
03 
76412-01 
01 
BASKET UO 4WUBIY 


01 
PART NO. 
ITEN 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 
STOCK 9ZE 


UST or MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 
DETAIL A 
LOOKING AT TOP 


E. BURCOIN 


IMESS OTHERMSE SPEOFCD 
DMENStONS ARE M MCHES. 
TOLERANCES ON: 
OECWALS 
AHOLES 
)tXXX ±0,010 
±1/2* 
)L)0( 
±0.03 
]CX 
±0.1 


AERO DESIGN LTD. 


CIWSULTDie BNGMZDfl. 1BAN90BT CANADA APPBOVAlS. DAR 6 
SOIS - SOTH ATtKUC N.t.. CALOASY. AUBRTA. CANADA. TS 6 
M; («eq mù-tair 
tu (40») «w-tm 


EUROCOPTER AS350 & AS355 SERIES 
(3UICK RELEASE CARGO BASKET 
BASKET UO ASSEMBLY 


BM. ta 
o«a NO. 
Kv. 
Al 
78412 
1 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE 


1 
INCREASE LOAD TO 250 LBS / 
113 KG 
BJC 
JAN 27/10 


DRILL #30 (0.129) 
4 PLACES 


NOTES 


ENGRAVE 0.007 DEEP AS FOLLOWS: 
"QUICK RELEASE BASKEr - 
0.125 HIGH 
"EUROCOPTER AS350 & AS355 SERIES" - 0.080 HIGH 
"S/N 78401-XX* - 0.080 HIGH 
'MAXIMUM PERMISSIBLE LOAD' - 0.125 HIGH 
"250 LBS/113 KG" - 0.200 HIGH 
"AERO DESIGN LTD." - 0.125 HIGH 
"CALGARY. ALBERTA, CANADA" - 0.080 HIGH 
"403-250-8027" - 
0.080 HIGH 


QUICK RELEASE BASKET o 
EUROCOPTER AS390 * 
AS955 SERIES 
SA* 78401-01 
MAXIMUM PERMISSIBLE LOAD 
250 LBS/113 KG 


o 
AERO DESIGN LTD. 
CAL6ARY. ALBERTA. CANADA 
403-250-8027 


Z88 


3.25 


PLACARD 


78427-01 
01 
PLACARD 
6061-T6 ALUMINUM 
QQ-A-250/11 
0.063 SHEET 


PART NO. 
ITEM 
DESCRIPTION 
MAÎERIAL 
MATERIAL SPEC 
STOCK SIZE 


UST OF MATERIALS 


iii; 


APPROVALS 


DRAVm: 
R. RATHWELL 


CHECKED; 
E. BURGOIN 


DATE 


18 FEB 08 


UNLESS OTHERWISE SPECIRED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTING ENGINKERS, TRANSFORT CANADA APPROVALS, DAR 290U 
2013 - SOTH AVENUE N.E., CALGARY, ALBERTA, CANADA, T2E 6R7 


tel; (403) 860—3087 
fez: (403) 860-3333 
innr.aerodeei(a.oa 


EUROCOPTER AS350 âc AS355 SERIES 
QUICK RELEASE CARGO BASKET 
PLACARD 
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Al 


DWG. NO. 
78427 


REV. 
1 
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Aero Design 
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